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(54) WELDED STEEL TUBE AND ITS PRODUCTION 

(57)Abstract: 

PROBLEM TO BE SOLVED: To produce a welded steel 
tube reduced in the amount of oxygen in a weld zone 
and having mechanical properties, in the weld zone, 
comparable to those in a base material part while 
maintaining the advantage of a resistance welding 
method enabling high efficiency production. 
SOLUTION: A steel plate, which has a composition 
containing, by weight, 0.01-0.5% C and 0.5-2% Mn and 
further containing, each including the case of 0%, ^1.0% 
Si, <0.2% Al, <0.01% N, <0.2% Ti, <0.2% Zr, ^0.2% Nb, 
<0.2% V, <1.5% Ni, <1.5% Cu, <3.0% Cr, <1.5% Mo, < 
1.5% W, <0.005% B, <0.01% Ca, <0.01% Mg, <0.1% 
REM, <0.02% P, and <0.03% S, is formed into tubular 
body. Then, the edges, abutting each other, of the 

tubular body are melted by laser beam irradiation and subjected to upset welding, by which 
the welded steel tube in which the amount of oxygen in a weld zone is regulated to <200ppm 
is obtained. 
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CLAIMS 



[Claim(s)] 

[Claim 1] By weight %, C:0.01 - 0.5% and Mn:0.5-2% are contained. Further Less than [ Si: 1.0% ], 
aluminum: Less than [ 0.2% ], N : 0.01% or less, Ti: Less than [ 0.2% ], less than [ Zr:0.2% ], Nb: Less 
than [ 0.2% ], V : 0.2% or less, nickel: Less than [ 1.5% ], less than [ Cu:1.5% ], Cr: Less than [ 3.0% ], 
less than [ Mo: 1.5% ], W : 1.5% or less, B : 0.005% or less Less than [ calcium:0.01% ], less than 
[ Mg:0.01% ], REM: Less than [ 0.1% ], P : It reaches 0.05% or less. Welded steel pipe which consists 
of steel containing S:0.03% or less (all contain 0), and is characterized by the amount of oxygen of a 
weld zone being 200 ppm or less. 

[Claim 2] The manufacture approach of a welded steel pipe characterized by consisting of the following 
process. 

(a) the process which prepares the steel plate of the chemical entity presentation indicated by claim 1, 
and (b) - the process which fabricates said steel plate on a tubular object, and (c) - the process which 
carries out upsetting and welds it while fusing the edge section with which said tubular object was 
compared by the exposure of a laser beam. 

[Claim 3] The manufacture approach of a welded steel pipe characterized by consisting of the following 
process. 

(a) the process which prepares the steel plate of the chemical entity presentation indicated by claim 1, 
and (b) - the process which fabricates said steel plate on a tubular object, and (c) ~ the process which 
heats beforehand the edge section with which said tubular object was compared, and (d) - the process 
which carries out upsetting and welds it while fusing said edge section of said tubular object by which 
the preheating was carried out by the exposure of a laser beam. 

[Claim 4] The manufacture approach of a welded steel pipe characterized by consisting of the following 
process. 

(a) The process which prepares the steel plate of the chemical entity presentation indicated by claim 1, 
the process which fabricates the (b) aforementioned steel plate on a tubular object, (c) The process 
which heats beforehand the edge section with which said tubular object was compared to the 
temperature within the limits of 600-1300 degrees C, (d) Process which heats the process which carries 
out upsetting and welds it while fusing said edge section of said tubular object by which the preheating 
was carried out by the exposure of a laser beam, and the (e) aforementioned weld zone in the 
temperature region of 3+20 degrees C - 1000 degree C of Ac(s), and is subsequently cooled. 
[Claim 5] The manufacture approach of a welded steel pipe characterized by consisting of the following 
process. 

(a) The process which prepares the steel plate of the chemical entity presentation indicated by claim 1, 
the process which fabricates the (b) aforementioned steel plate on a tubular object, (c) The process 
which heats beforehand the edge section with which said tubular object was compared to the 
temperature within the limits of 600-1300 degrees C, (d) The process which carries out upsetting and 
welds it while fusing said edge section of said tubular object by which the preheating was carried out by 
the exposure of a laser beam, (e) Process which (f) the process heated in a +20 degrees C - 1000 degrees 
C temperature region and Ac3f Ranks second, and returns said weld zone at the temperature (however, 
300-400 degrees C is removed) of 100 degrees C - AC1 within the limits. 



[Translation done.] 
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[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the welded steel pipe used for the object for pipelines, 
the object for machine structural members, and various plants, and its manufacture approach. 
[0002] 

[Description of the Prior Art] As for the application of a steel pipe, seamless steel tubes and the welded 
steel pipes with which it is various and was manufactured by various kinds of approaches according to 
the application or size, such as the object for pipelines, an object for machine structural members, an 
object for heat exchangers, an object for autoparts, an object for machine structural members, and 
various objects for plants, are used. The dimensional accuracy of the high frequency welded steel tube 
manufactured by fabricating a steel strip to the shape of tubing continuously in it, and heating both [ a 
tubular object (open pipe), nothing, and / its / that face ] the edge section by high-frequency heating or 
resistance heating, and welding is high, and it is manufactured as compared with other tube- 
manufacturing approach so much [ since it is / that it can manufacture in high efficiency / comparatively 
cheap ] from the former, and is used. 

[0003] However, when using a high frequency welded steel tube in the field required of an advanced 
quality -of-the-material property or high dependability, the quality of the material may be made into a 
problem. The reason which is inferior in the quality of the material of a high frequency welded steel tube 
as compared with other welded steel pipes is as follows. 

1) Compare the heat input of the electric-resistance-welding section with arc welding, and since it is 
few, the electric-resistance-welding section at the time of electric resistance welding and the cooling rate 
of the near are quick. Therefore, it is easy to harden the electric-resistance-welding section and its near, 
and the quality tends to deteriorate. 

2) The weld zone welded by the electric-resistance-welding method is in the condition which can also be 
said to be the middle of the usual melting welding of arc welding etc., and a pressure welding, and a 
clear melting pool is not formed in the joint. Although the oxide of a considerable amount is formed of 
oxidation at the time of welding, as a result of those oxides' being hard to be discharged from the interior 
of steel and, serving as a weld zone with many oxygen contents on the other hand, a mechanical 
property deteriorates. 

[0004] Correspondence by heat-treating to one among the reasons for the above is possible. For 
example, the technique which heat-treats hardening tempering to the weld zone which has improved the 
quality of the material of the hardened weld zone, for example, was hardened to JP,62-151509,A is 
indicated to electric-resistance-welding tubing by performing heat treatment of normalizing or quench- 
and-temper on-line. 
[0005] 

[Problem(s) to be Solved by the Invention] However, a separate cure is required for solution of the 
trouble which originates in oxidation of two among the reasons for the above, for example, to carry out 
upsetting of the steel strip to a tubular object at the time of welding, and to discharge inclusion etc. 
outside as much as possible is tried. However, as a result, the metal flow near the weld zone will start 
and, so to speak, the cross section at the time of rolling of steel will appear in the inside-and-outside 
front face of tubing. It is apprehensive about that fatigue strength is inferior to the steel pipe which has 
such a metal flow, and possibility that a problem will arise in endurance when internal pressure is 
applied. Even if it performs upsetting, of course, inclusion etc. is not necessarily discharged completely, 
and it is also known that the inclusion of a considerable amount will remain, consequently the amount of 
oxygen in steel increases. 

[0006] The cure for solving the above-mentioned problem is also worked on, a seam welded area is 
shielded by non-oxidizing gas which is indicated by JP,63-241 1 16,A, electric resistance welding is 
performed [ a heat input is controlled, or ], and the method of decreasing the amount of oxygen and the 
amount of inclusion of the electric-resistance-welding section is learned. However, the shielding 
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equipment which there is a limitation in the improvement by control of a heat input actually, is excellent 
in shielding nature, and can be equal to continuation operation is not developed, either. 
[0007] Since it is such, the high frequency welded steel tube which mechanical properties, such as 
reinforcement of a weld zone and toughness, do not have inferiority with the base material section shall 
not be manufactured conventionally. As mentioned above, mechanical properties manufactured by the 
Prior art, such as reinforcement of the weld zone of a high frequency welded steel tube and toughness, 
are inferior as compared with the base material section, and had become the big cause by which this 
restricted the application of a high frequency welded steel tube. 

[0008] Therefore, the purpose of this invention maintaining the advantage which the electric-resistance- 
welding method which solves the problem mentioned above and can be manufactured in high efficiency 
has, there are few amounts of oxygen of a weld zone, and that mechanical property is in offering the 
welded steel pipe which is equal as compared with the base material section, and its manufacture 
approach. 
[0009] 

[Means for Solving the Problem] The cause by which the mechanical property of the electric-resistance- 
welding section is inferior in this invention persons as compared with the base material section is in the 
heat history of the amount of oxygen of one weld zone, the amount of inclusion, and two weld zones, 
and the metal flow near the 3 weld zones, and this invention was completed, as a result of especially the 
effect of 1 and 2 finding out a large thing and repeating research. 

[0010] Let the base of this invention be a welded steel pipe by carrying out the preheating of the edge 
section with which the steel strip which has a suitable chemical entity presentation was fabricated on the 
tubular object with a multistage roll, and the acquired tubular object was compared at suitable 
temperature, carrying out upsetting and welding, while irradiating a laser beam at the edge section by 
which the preheating was subsequently carried out and fusing this. 

[001 1] Therefore, since a weld zone becomes what has melting solidification structure unlike the case 
where it is based on the manufacture approach of the conventional high frequency welded steel tube and 
melting of steel arises, most oxides generated by oxidation are discharged from the fused steel. 
Consequently, the amount of oxygen of a weld zone can decrease sharply as compared with the weld 
zone of the conventional high frequency welded steel tube, and can make min extent to which 
mechanical properties, such as reinforcement of a weld zone, fall as compared with the base material 
section. Of course, when the component presentation of steel is not appropriate, a laser beam is 
irradiated under optimum conditions, and when a welded steel pipe is manufactured, the mechanical 
property of a weld zone does not become sufficient thing. 

[0012] Invention according to claim 1 is characterized by the following. By weight %, C:0.01 - 0.5% 
and Mn:0.5-2% are contained. Further Less than [ Si: 1.0% ], aluminum: Less than [ 0.2% ], N : 0.01% 
or less, Ti: Less than [ 0.2% ], less than [ Zr:0.2% ], Nb: Less than [ 0.2% ], V : 0.2% or less, nickel: 
Less than [ 1.5% ], less than [ Cu:1.5% ], Cr: Less than [ 3.0% ], less than [ Mo:1.5% ], W : 1.5% or 
less, B : 0.005% or less Less than [ calcium:0.01% ], less than [ Mg:0.01% ], REM: Less than [ 0.1% ], 
P : It reaches 0.05% or less. Welded steel pipe whose amount of oxygen of a weld zone it consists of 
steel containing S:0.03% or less (all contain 0), and is 200 ppm or less. 
[0013] Invention according to claim 2 is characterized by the following. 

(a) the process which prepares the steel plate of the chemical entity presentation indicated by claim 1, 
and (b) - the process which fabricates said steel plate on a tubular object, and (c) - the manufacture 
approach of the welded steel pipe which consists of a process which carries out upsetting and welds it 
while fusing the edge section with which said tubular object was compared by the exposure of a laser 
beam. 

[0014] Invention according to claim 3 is characterized by the following. 

(a) the process which prepares the steel plate of the chemical entity presentation indicated by claim 1, 
and (b) — the process which fabricates said steel plate on a tubular object, and (c) — the process which 
heats beforehand the edge section with which said tubular object was compared, and (d) — the 
manufacture approach of the welded steel pipe which consists of a process which carries out upsetting 
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and welds it while fusing said edge section of said tubular object by which the preheating was carried 
out by the exposure of a laser beam. 

[0015] Invention according to claim 4 is characterized by the following. 

(a) The process which prepares the steel plate of the chemical entity presentation indicated by claim 1, 
the process which fabricates the (b) aforementioned steel plate on a tubular object, (c) The process 
which heats beforehand the edge section with which said tubular object was compared to the 
temperature within the limits of 600-1300 degrees C, and (d) — the process which carries out upsetting 
and welds it while fusing said edge section of said tubular object by which the preheating was carried 
out by the exposure of a laser beam, and (e) - the manufacture approach of the welded steel pipe which 
consists of a process which heats said weld zone in the temperature region of 3+20 degrees C - 1000 
degree C of Ac(s), and is subsequently cooled. 

[0016] Invention according to claim 5 is characterized by the following. 

(a) The process which prepares the steel plate of the chemical entity presentation indicated by claim 1, 
the process which fabricates the (b) aforementioned steel plate on a tubular object, (c) The process 
which heats beforehand the edge section with which said tubular object was compared to the 
temperature within the limits of 600-1300 degrees C, (d) The process which carries out upsetting and 
which is welded while fusing said edge section of said tubular object by which the preheating was 
carried out by the exposure of a laser beam, (e) The manufacture approach of the welded steel pipe 
which consists of a process which (f) the process heated to the temperature within the limits of +20 
degrees C - 1000 degrees C and Ac3f Ranks second, and returns said welded weld zone at the 
temperature (however, 300-400 degrees C is removed) of 100 degrees C - AC1 within the limits. 
[0017] 

[Embodiment of the Invention] The approximate account Fig. and drawing 2 which show an example of 
a tube-manufacturing facility for drawing 1 to carry out this invention are the A-A line view Fig. of 
drawing 1 . As shown in a drawing, a contact tip 2, a top roll 4 and a side roll 5, the 1st high-frequency- 
heating equipment 6, the water-cooled zone 7, and the 2nd high-frequency -heating equipment 8 are 
arranged in this sequence along the migration direction of the tubular object 1 . 

[0018] A steel strip is fabricated on the tubular object 1 with the multistage roll which is not illustrated, 
and, subsequently the edge section with which the tubular object 1 was compared by the contact tip 2 or 
high-frequency-induction-heating equipment is heated beforehand. Subsequently, while irradiating a 
laser beam 3 to the edge section to which the preheating of the tubular object 1 was carried out and 
fusing this, upsetting is carried out and it welds. Subsequently, according to the purpose of using a steel 
pipe etc., postheat treatments, such as normalizing or hardening annealing, are performed in the 1st 
high-frequency-heating equipment 6, the water-cooled zone 7, and the 2nd high-frequency-heating 
equipment 8. 

[0019] By the exposure of a laser beam, the base of this invention fuses the edge section with which the 
tubular object 1 was compared, discharges the oxide which was welded and was generated at the time of 
welding to the exterior of steel, and sets the amount of oxygen of a weld zone to 200 ppm or less. 
Consequently, the oxide which occupies most amounts of oxygen of steel is discharged by the exterior 
of a steel pipe. 

[0020] The amount of oxygen of the fully deoxidized steel does not usually exceed 100 ppm. On the 
other hand, the range of the amount of oxygen of the weld zone of the high frequency welded steel tube 
manufactured by the conventional approach is 200ppm ** -300ppm. 

[0021] Drawing 3 uses the steel strip which has the component presentation of Table 1 mentioned later 
of No.l-No.5. It is drawing measuring and showing the amount of oxygen of the weld zone when 
manufacturing bore 76.3mmphi and a welded steel pipe with a thickness of 7.5mm by this invention 
approach the condition for preheat temperature [ of 700 degrees C ], laser output 5kw, and 3m/of speed 
of travel, and the amount of oxygen of the electric-resistance-welding section when manufacturing by 
the conventional electric-resistance-welding method, the amount of oxygen of the weld zone of the 
welded steel pipe of this invention is about 150 ppm so that clearly from drawing 3 — receiving, the 
amount of oxygen of the weld zone of the conventional high frequency welded steel tube was about 250 



http://www4.ipdl.ncipi.go.jp/cgi-bin/tran_web_cgi_ejje 



5/11/2006 



JP,09-194998,A [DETAILED DESCRIPTION] 



Page 4 of 13 



ppm. 

[0022] The amount of oxygen of a weld zone is influenced of preheating conditions. That is, if preheat 
temperature is made high, the load of laser radiation to welding will become small, and manufacture 
efficiency will improve. Since the amount of the oxide generated at the time of a preheating increases on 
the other hand, the amount of oxides increases as a result, the amount of oxygen also becomes high, and 
a mechanical property deteriorates. In addition, the amount of inclusion, the amount of oxides, and the 
amount of oxygen are in proportionality mostly. 

[0023] On the other hand, if preheat temperature is made low, the load of laser radiation to welding will 
become size, and manufacture efficiency will fall, or a mass laser radiation facility will be needed, and it 
will become cost quantity. As a result of the amount of the oxide generated at the time of a preheating 
decreasing on the other hand, the amount of inclusion decreases, the amount of oxygen decreases, and a 
mechanical property improves. 

[0024] In addition, in this invention, a weld zone is a generic name containing the part from which 
microstructures (part from which a metal flow and etching susceptibility differ) differ to the base 
material section including the weld zone by the exposure of a laser beam. 

[0025] Drawing 4 is drawing having shown the effect of preheat temperature to toughness. The same 
welded steel pipe is used with having explained above-mentioned drawing 3 , and it is hardening 
tempering processing (hardening temperature 950 **, tempering temperature 650 degrees C, the cooling 
rate of 50 degrees C / sec). Fracture transition temperature [ in / steel pipe / which was given / the 
preheat temperature and a Charpy test ] (v Trs) Relation was investigated. If preheat temperature 
becomes high so that clearly from drawing 4 , the amount of oxygen will increase. vTrs It goes up and 
toughness falls. 

[0026] -50 degrees C or less which is the standard of high toughness vTrs In order to secure, it is 
necessary to make preheat temperature into 1000 degrees C or less, and it is -70 degrees C or less 
further. vTrs In order to secure, it is necessary to make preheat temperature into 750 degrees C or less. 
In addition, the amount of oxygen in case preheat temperature is 1000 degrees C is 150-190 ppm, and 
the amount of oxygen in case preheat temperature is 700 degrees C is about 120-150 ppm. 
[0027] Next, the reason which limited the chemical entity presentation of the welded steel pipe of this 
invention as mentioned above is explained below. C has the operation which raises the reinforcement of 
steel. However, C content is difficult for strong reservation at under 0.01 wt(s).%. On the other hand, if C 
content exceeds 0.5wt(s).%, hot-working nature, weldability, and toughness will deteriorate. Therefore, 
C content should be limited within the limits of 0.01 - 0.5wt.%. 

[0028] Mn also has the operation which raises the reinforcement of steel. However, reinforcement with 
Mn content sufficient by under 0.05wt(s).% is not obtained. On the other hand, if Mn content exceeds 
2wt(s).%, weldability and toughness will deteriorate. Therefore, Mn content should be limited within the 
limits of 0.05 - 2wt.%. 

[0029] Although Si is a deoxidation element, if the content exceeds 1.0wt(s).%, the bad influence of 
weldability and toughness deteriorating will arise. Therefore, the upper limit of Si content is made into 
1.0wt(s).%. In addition, when adding Si as a deoxidizer, the addition more than 0.05wt.% is desirable. 
[0030] Although aluminum is also a deoxidation element, if the content exceeds 0.2wt(s).%, the bad 
influence of toughness deteriorating will arise. Therefore, the upper limit of aluminum content is made 
into 0.2wt(s).%. In addition, when adding aluminum as a deoxidizer, the addition more than 0.0005 wt.% 
is desirable. 

[0031] Although N is an element mixed into steel as an impurity out of atmospheric air at the time of the 
dissolution, if the content exceeds 0.01wt(s).%, a bad influence will produce it in weldability and 
toughness. Therefore, the upper limit of N content is made into 0.01wt(s).%. In addition, N also has the 
operation which raises the reinforcement of steel like C, and the effectiveness is accepted by content of 
0.001 wt(s).% extent. Therefore, when using the potentiation of N, the addition more than 0.001 wt.% is 
desirable. 

[0032] Ti, Zr, Nb, and V raise the reinforcement of steel, and form carbide and a nitride, make an 
austenite grain detailed, and have the operation which raises reinforcement and toughness. Therefore, at 
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least one element chosen from the above-mentioned group is made to contain if needed. However, if the 
content exceeds 0.2wt(s).%, toughness will deteriorate. Therefore, in making at least one element chosen 
from the group which consists of Ti, Zr, Nb, and V contain, it makes the upper limit into 0.2wt(s).%. In 
addition, it is desirable that effectiveness carries out to more than 0.005 wt.% under by 0.005wt(s).% 
when they make this contain, since there are few the contents. 

[0033] Cr, Cu, nickel, Mo, W, and B have the operation which raises the reinforcement of steel. 
Therefore, at least one element chosen from the above-mentioned group is made to contain if needed. 
However, if Cr content exceeds 3wt(s).%, weldability and toughness will deteriorate, if Cu content 
exceeds 1.5wt(s).%, hot-working nature, weldability, and toughness will deteriorate, if each content of 
nickel, Mo, and W exceeds 1.5wt(s).%, the addition effectiveness will be saturated, and if B content 
exceeds 0.005wt(s).%, the toughness of a weld zone will deteriorate. Therefore, in 3wt(s).% and Cu, 
each of 1.5wt(s).%, and nickel, Mo and W makes it as 1.5wt(s).%, and, as for Cr, B makes 0.005wt(s).% 
the upper limit of each element in the case of making at least one element chosen from the above- 
mentioned group contain. In addition, each of Cr, Cu, nickel, Mo, and W is [ 0.03wt(s).% and B of a 
desirable lower limit for each above-mentioned element to demonstrate the effectiveness ] 0.0001 wt 
(s).%s. 

[0034] calcium, Mg, and REM have the operation which it is connected with S, inclusion is granulated, 
and the corrosion resistance in various kinds of corrosive environment is raised through gestalt control, 
and raises a toughness value. Therefore, at least one element chosen from the above-mentioned group is 
made to contain if needed. However, if the content of calcium and Mg exceeds 0.01 wt(s).% respectively 
and the content of REM exceeds 0.1wt(s).%, the toughness of steel will deteriorate. Therefore, calcium 
and Mg make 0.01 wt(s).% the upper limit of each element in the case of making at least one element 
chosen from the above-mentioned group contain, and REM makes it 0.1wt(s).%. In addition, a desirable 
lower limit for each above-mentioned element to demonstrate the effectiveness is 0.0005wt(s).%. 
[0035] It is permitted, the amount of extent, i.e., P, by which P and S of an unescapable impurity are 
usually contained in steel, and below 0.03wt(s).% is permitted for S below 0.05wt(s).%. However, since 
P and S are harmful to toughness, when a demand of toughness is high, it is desirable that P carries out 
to below 0.02wt(s).%, and S carries out to below 0.01 wt(s).%. If the amount of S is especially restricted 
to below 0.005wt(s).%, the toughness which was excellent much more will be acquired. 
[0036] Next, the manufacture approach of the welded steel pipe this invention is explained. The facility 
shown in drawing 1 and drawing 2 is used, and the edge section with which the tubular object 1 was 
compared by the contact tip 2 or high frequency induction heating is heated beforehand. The desirable 
preheat temperature of the edge section is within the limits of 600-1300 degrees C. Less than 600 
degrees C of a preheating are [ preheat temperature ] insufficient, and the burden to the exposure of a 
laser beam becomes excessive. As a result of oxidation of steel advancing and the amount of oxides 
increasing on the other hand although the burden to the exposure of a laser beam becomes light if 
preheat temperature becomes high exceeding 1300 degrees C, the amount of oxygen increases. In 
addition, it is desirable to restrict the amount of oxygen of a weld zone to 200 ppm or less, and to restrict 
preheat temperature to 1000 degrees C or less at a ** sake. 

[0037] To the edge section by which the preheating was carried out as mentioned above and with which 
the tubular object 1 was compared, a laser beam 3 is irradiated, and this is fused and welded. The 
configuration of the edge section compared by the top roll 4 at the time of welding is formed in an I- 
beam, and upsetting is carried out with a side roll 5. In addition, as shown in drawing 1 , two or more 
top rolls 4 suppress the tubular object 1 from the slanting upper part, they are arranged so that a laser 
beam 3 may pass through between top rolls 4, and a weld zone is heated by the laser beam 3 which 
passes through between top rolls 4, and they fuse it by it. In addition, a preheating can also carry out 
electric resistance welding only by the exposure of the laser beam instead of indispensable conditions. 
[0038] Thus, since melting welding is performed by the laser beam 3, most oxides formed in the edge 
section at the time of a preheating are discharged outside a melting pool, and a weld zone with few 
amounts of oxygen is formed. It cannot be overemphasized that there are few amounts of the oxide 
formed at the time of a preheating sharply as compared with the manufacture approach of the 
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conventional high frequency welded steel tube heated even to the temperature directly under melting. 
[0039] In addition, at the time of manufacture of the conventional high frequency welded steel tube, in 
order to discharge the oxide generated in large quantities from a weld zone, it was required to apply 
strong upsetting, but when based on the approach of this invention, as compared with a conventional 
method, it is good in the very low amount of upsetting. This does not come out of degradation of the 
mechanical characteristic by the standup of a metal flow as much as possible few, and means that 
removal of the weld flash generated at the time of upsetting is also easy. 

[0040] Postheat treatments, such as normalizing and hardening tempering, are performed to the weld 
zone of the steel pipe which welding ended if needed. Of course, there may be neither a component 
presentation of steel nor need of performing such a postheat treatment depending on the purpose of use. 
[0041] In giving a normalize heat treatment, after heating in the temperature region of 3+20 degrees C - 
1000 degree C of Ac(s), it cools in the 1st high-frequency-heating equipment 6. Although special 
cooling may not be required since heat is absorbed by the non-heating unit of a steel pipe in the case of 
the local heating near the weld zone, air cooling is performed if needed. Of course, it may not limit near 
the weld zone but you may heat-treat to the whole tubing. In this case, since a boundary with the 
normalizing section is lost, the steel pipe of the more uniform quality of the material is obtained. In 
order that the minimum of whenever [ stoving temperature ] may mention the heat treatment 
effectiveness, it is referred to as 3+20 degree C of Ac(s), and the upper limit is made into 1000 degrees 
C which austenite crystal grain does not make big and rough. 

[0042] Also when performing hardening tempering processing, first, it heats with the 1st high- 
frequency -heating equipment 6 to the temperature requirement of 3+20 degrees C - 1000 degree C of Ac 
(s), and hardens by water cooling, Myst cooling, etc. in the cooling zone 7. The cooling rate at this time 
is carried out to more than 30 degrees C / sec, and is considered as the organization into which baking 
fully went. It is necessary to make cooling-shut-down temperature into 400 degrees C or less, and 
sufficient amount of water or the cooling zone of sufficient die length performs it. 
[0043] Tempering performed in the 2nd high-frequency-heating equipment 8 is performed after 
hardening in the temperature requirement of 100 degrees C - ACL At less than 100 degrees C, the 
tempering effectiveness is not fully acquired for tempering temperature. In addition, if it anneals at the 
temperature within the limits of 300-400 degrees C, in order to stiffen, the temperature of above- 
mentioned within the limits shall be removed. Although tempering upper limit temperature is set to Acl, 
a near standard is 760 degrees C. 
[0044] 

[Example] Next, this invention is explained with the example of a comparison based on an example. The 
steel (henceforth comparison steel) which has the chemical entity presentation of this invention shown in 
the steel (henceforth this invention steel) and Table 3 which have the chemical entity presentation of this 
invention shown in Table 1 and 2 within the limits out of range was ingoted. 
[0045] 
[Table 1] 
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[0046] 
[Table 2] 
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[0047] 
[Table 3] 
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[0048] This invention steel No.l-No.5 shown in Table 1, No.12, No. 17, and this invention steel No.21- 
No.28 that are shown in Table 2 were used, it welded on the conditions shown in Table 4 by the 
approach of this invention, subsequently to Table 5, hardening and tempering processing were 
performed on the shown conditions, and bore 76.3mmphi and a welded steel pipe with a thickness of 
7.5mm were manufactured in this way. Manufacture efficiency was an EQC or more than it as compared 
with the conventional electric-resistance-welding method. 
[0049] 
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[0050] 
Table 51 
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[0051] Weld zone at the time of the effect of a cooling rate to VTrs of a weld zone at the time of 
performing QT processing (hardening temperature 950 degrees C, tempering temperature 650 degrees 
C) being shown in drawing 5 to the welded steel pipe manufactured by this invention approach which 
consists of this invention steel No.l-No.5, and similarly performing QT processing (hardening 
temperature 950 degrees C, the cooling rate of 50 degrees C / sec) to the above-mentioned welded steel 
pipe The effect of tempering temperature to VTrs is shown in drawing 6 . When tempering temperature 
is 500 degrees C or more 30 degrees C / above sec, a cooling rate is fully low, so that clearly from 
drawing 5 and drawing 6 . VTrs was obtained. 

[0052] It is QT processing (tempering temperature 650 degrees C, the cooling rate of 50 degrees C / sec) 
to the welded steel pipe manufactured by the conventional electric-resistance-welding method which 
uses this invention steel No.l-No.5 and does not irradiate this invention approach and a laser beam. 
Weld zone at the time of giving VTrs is shown in drawing 7 in relation with hardening temperature. 
When being based on the manufacture approach of this invention so that clearly from drawing 7 , 
hardening temperature is 1000 degrees C or less. VTrs is the above at the time of manufacturing with a 
conventional method, although it was fully low. VTrs was high even if the component presentation of 
steel was within the limits of this invention. 

[0053] Weld zone at the time of giving a normalize heat treatment to the welded steel pipe manufactured 
by the conventional electric-resistance -welding method which uses this invention steel No.21-No.26 and 
does not irradiate this invention approach and a laser beam VTrs is shown in drawing 8 in the relation of 
whenever [ stoving temperature ]. When normalizing temperature is 1000 degrees C or less in the case 
of drawing 8 to this invention approach VTrs is low. In addition, it is if normalizing temperature exceeds 
1000 degrees C. Although VTrs goes up, the difference of this invention approach and the conventional 
approach is the same as that of the case where normalizing temperature is 1000 degrees C or less. 
[0054] Next, this invention steel No.9-No.l 1, No.13-No.16, No.18-No.20, No.29, No.30, and 
comparison steel No.31-No.38 were ingoted by vacuum melting in the laboratory, and were cast to the 
50kg ingot. 

[0055] Subsequently, these ingots were heated at 1200 degrees C, and air cooling was carried out, after 
hot-rolling to 50mm of board thickness and considering as a steel plate. The 50x150x400mm plate was 
cut down from the steel plate after air cooling, and it rolled out to 12mm in thickness at 1200 degrees C 
and the rolling termination temperature of 820 degrees C whenever [ stoving temperature ]. Immediately 
after rolling termination, by the Myst spray, after cooling to 550 degrees C by the cooling rate of about 
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10 degrees C / sec, it inserted in the electric furnace currently beforehand heated by 550 degrees C, and 
furnace cooling was carried out. These processes simulate the manufacture conditions of the steel strip 
by hot rolling. 

[0056] To the room temperature, from the cooled steel plate, the 6x35x1000mm test piece was cut 
down, and it welded using the electric-resistance-welding simulator. As electric-resistance-welding 
simulator equipment shown to drawing 9 R> 9 in an outline perspective view, after sending in the trial 
steel strip 9 of two sheets with the guide roll 10 and carrying out the preheating of the edge section of a 
steel strip 9 which faces by the high frequency current supplied from a contact tip 2, a pressure welding 
is carried out with a squeeze roll 11, and the carbon-dioxide-laser beam 3 doubles a focus with the edge 
section compared from the perpendicular upper part of a steel strip 9, and is irradiated by the edge joint. 
[0057] The welding condition is as follows and hardening and heat treatment of tempering were carried 
out on condition that the range shown in Table 5. The amount of oxygen of a weld zone was 140-150 
ppm. 

Preheat temperature : 700 degrees C, the speed of travel : 10m/min., injection power:200kw from a 
contact tip, laser output : Beam diameter in 5kw and a focal location : 0.5mm. 
[0058] the test piece for Charpy impact test of the weld zone of the welded steel pipe manufactured by 
the approach mentioned above to 5mmt - extracting - the - VTrs was calculated. The comparison steel 
shown in this invention steel and Table 3 having shown in Table 1 and 2 is used, the manufacturability 
of the steel strip when manufacturing a welded steel pipe by this invention approach, laser radiation 
weldability, and the toughness (VTrs) of the weld zone of the welded steel pipe welded using the above- 
mentioned electric-resistance-welding simulator are investigated, the following estimates this, and it is 
shown in Table 6. 

[0059] Manufacturability good : Manufacturability is good when a crack does not occur at the time of 
hot rolling. : Although the crack occurred at the time of hot rolling When it is possible to perform degree 
process (welding) by crack picking, the crack at the time of poor manufacturability :hot rolling is large, 
and it is weldability good when unremovable. : Weldability is good when an oxide etc. is not accepted in 
a laser radiation weld zone. : Although the oxide etc. was accepted in the laser radiation weld zone 
When it can weld, a poor weldabilityrlaser radiation weld zone has much oxide etc., and substantially, 
when it cannot weld, it is toughness good. : Weld zone It is poor toughness when VTrs is less than [ -30 
degree C ]. : Weld zone When VTrs exceeds -30 degree C. 
[0060] 
[Table 6] 



http://www4.ipdl.ncipi.go.jp/cgi-bin/tran_web_cgi_ejje 



5/11/2006 



JP,09-194998,A [DETAILED DESCRIPTION] 



Page 12 of 13 



No 




& 


j 


No 








No 










& 


2 1 


& 






3 1 




_ 


_ 




J3 




a 


22 


ja 


& 




32 


Hi 


TO 


TO 


a 






a 


23 


ja 






33 


TO 




_ 


4 




ra 




24 




ja 


JU 


34 








r. 




j* 




25 


At 


a 


J'i 


3 5 
36 


a 


TO 




C 




ft 


JS 


?G 


J3l 


a 






TO 


TO 


: c 




3 




27 


ia 




ja 


3V 




TO 


TO 


, . 


JU 






28 


"J 






38 


to 






! 2 


JU 


• Si 


a 


29 




«j 






i 3 


& 






30 




nj 




1 4 


JU 










I : 




& 


ft 




) 5 






U 


i i 


a 




J*: 


: 8 


ii! 


H 


ja 


»9 




III 




?0 


£! 


a 


i'4 



[0061] Comparison steel No.31, No.33, No.34, and No.38 had poor manufacturability, and since the 
large crack occurred at the time of hot rolling, they stopped welding, so that clearly from Table 6. Laser 
radiation voidability is poor and each of comparison steel No.32 and No.35-No.37 is a weld zone. VTrs 
exceeds -30 degree C and was poor. A component presentation from this It turns out that it has had big 
effect on VTrs. 

[0062] On the other hand, each of this invention steel No.l-No.5 and No.9-No.27 had the good 
manufacturability and laser radiation weldability of a steel strip. This invention steel No.28-No.30 were 
able to be welded from removing a crack, although the detailed crack crack occurred at the steel plate 
edge. 

[0063] Moreover, when tubes are manufactured to a high frequency welded steel tube at works, and 
when it manufactures by this invention approach using this invention steel also in any at the time of 
welding test dissolution material using a **** simulator VTrs is -30 degrees C or less, when preheat 
temperature is 700 degrees C, and it showed very good toughness. In addition, the toughness of steel 
with comparatively few strengthening elements with the low and amount of S was further excellent. 
[0064] Moreover, good toughness was acquired also when a normalize heat treatment was given after 
welding. When a normalize heat treatment is given, and hardening tempering processing is performed, it 
compares. VTrs is a weld zone at the time of using this invention steel, although it became high. VTrs 
was -20 degrees C or less, even when preheat temperature was 900 degrees C. 
[0065] In addition, since this invention steel No.l l-No.12 in Table 1, No.14-No.15, No. 17, and No.19 
contained calcium and/or Mg of the specified quantity, they also had HIC-proof (hydrogen induction 
crack) nature and SSCC-proof nature (sulfide stress corrosion cracking). 
[0066] 

[Effect of the Invention] A welded steel pipe with that mechanical property there are few amounts of 
oxygen of a weld zone, and optimal as the machine structural steel worker which is equal as compared 
with the base material section, the various objects for plants, an object for line pipes, etc. is obtained 
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maintaining the advantage which the electric-resistance-welding method which can be manufactured in 
high efficiency has according to this this invention, as stated above. In addition, when using it for 
various kinds of corrosive environment, of course, the high intensity and the quantity toughness steel 
pipe which has corrosion resistance are obtained by choosing a component presentation if needed. 
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-13 0 0 'CO®Hl*|<7)ia£tcmf s IS, ( d ) if 
IBW^^Mte^^^iXTtx -y f- t'-A<0 

!S*fC J: >3?§Ii-rS tMz77± -y h LT^StSI 

s. ( e ) mmmtitz®&gfc a C3 + 2 o*c~ 1 0 
0 o-campwi&j&iztmi-hTB. ( f ) 

1 0 0*C~Aci<9&fflF*]<7)ia£ (fcfc'U 3 0 
0-4 0 O'CSrBiK ) T'M#M1-Xg*^^l.^ffl^ 

[00 17] 

- AVkxmix'fo h . mmizvki-x 3 iz , § 1 ^» 

[00 18]$#£, Wiiltc^ma-MzX^X'g 

mmmmimzs.*) . »«*i««*^s3h.fcx 

is&£ttiis-?-t'-j*3*mixzti&m.th 
tmzrr-t-yhixm&tz. aewe. momms 
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t^2*fflittdft8S8£&tvc. «S#=5:4>U £*: 

[0019] zcr>wn<rm*u, u— f-\L-j>nm 

ftiiJU j§«^K#SSr2 00ppmtlTfc-fS. * 

mtzm&zti*. 

[0020] ^fcttKSftfcflaiflHHi, aft 1 0 
10 o PP mimz.&ztiz&\ zmztti. m^yfim 
izx ^m&^titzmmmms^mm^mm&it. 2 

0 0 p p mH~ 3 0 0 p p m<0KBT*J> h . 
[00 2 1 ] 03t;t f*^ri.*lf)No. l~No. 5?) 

mtmziitzmzmi. m7 6. 3m*. m 
$7. 5mm«oj§«ipg^. ^«aa«7oox;. u— tf- 

fitt 5 k w . i§8Sgg 3 m/^*ttT*3WB*J6(= A 

Trrtmx'bz. m3frt>wt>fr%£oiz. *%mom& 
20 m <?>®®u<?m%mm 1 5 0 P P mxh^m. 
mk<?>im®im < g<r>®®&<?)&mmm 2 5 0 P P m 
xb^tz. 

[00223 ®m®<?>®mmt. n&kftvmwz&i 

30 [00 2 3] ^iaKS:ffi<-tSt, 

ii«fir<*6isft. irtftmjm&L* m&tf>j>-%<% 

otiiWiSiitJ. 
[00 24] sfirfe, *#!Hfcfc^TS»*i:li. W-if 
-e-AODWicj: ft«afc»L"rs 

40 [0025] 04fcL Bttt#t4^!!fflK«>llMil** 

w«c**. ±Mam3izmLmmititmtmmm 
zmi. mjxtmtwm («a^ss95o -c, <m 

tm. 650-C, J^aiarjgSOr/sec) *JttfeiHPk:oV^ 
T, *«l«IKi:^^tf-Kllfc:*Jtt4«iiEWa 
0E (» Tre)t«W»*m^yj:. H4*»4.«fe**J:3 
1^fflS^<=5:«»ti^fi*<t|j0L vTrs *«±^ 

[0026] iSiatt^SS-Cifel. . - 5 0'CWR) vTr 
s tWSW-ifcAttt. ^aSSrlOOO'COTtt 
50 Si^T^J) 0 > «C. - 7 01C1UTO vTrs Jrffift-TS 
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fc*>fcl4TOKa*$ 7 5 biZgifibb . * 

fc. ^Sfcl&Ktf 1 0 0 0*C<9%&<9l?5ilftte 1 5 0~ 1 

9 o p p mTa o . miag** 7 o o-c<7)i§£oB?Sfi 

lil2 0~15 0ppmgJKt'*)S. 

Mttnxtt, wmaxxm&t&zfcti. c io 
^frfttt. o. oi~o. 5wt.z^«HrtKHsrr^s 

[00 28] Mnfc. memfcttlhlftRmiX^ 
b. lfrl%tft>. MnitltfO. 0 5wt.X*»?tt 
+»*SIK* l llfeil*V\ Mn£*rfi#2wt.%Sr 

s. 

[ 0 0 2 9 ] S i JiKKjaRT**^ 
1. Owt.Z£jB*Sfc, j»»tt*J:tmtt*%^W*» 20 
OJBIHRte? *. S i*«<D±HW* 1 . 

0wt.Zfc-fS. frii. S i ^l&B^jfc LXWiW-fhW^ 
(Cte, 0. 0 5irt.%ULb^»'#2U\, 
[ 0 0 3 0 ] A 1 fcJSKTHRTftia&t, *<0£WS# 
0. 2ift.ZMU.tfc, Btt3ft^fl:f4»OWWi!fi*^ 
"ft. ^T, A l£W**>_hB*gr.*0. 2wt.Zfc-f 
£>. =Sr*J. A 1 £IMi$FJfc LTaanrt"4«^ttt. o. 

ooo 5wt.jaa±«)aaiBWff4 u\ 

[0031] Ntt, *JIWfc^+*6*iK!Hlfc LT^ 
*CilA-*-t7cST"J>t* { , ZcOtt&tfO. Olwt.Z 30 

T, N-^**i0±P8ffl$:0. 0 lwt.Zfc-ft. N 
li, CkH«cil«iWt5W>*fffflt*LT*iO, * 

tmmzo. oo\&.'mg.<?)%-Mizi.r>xm>hti 

*. N«5MSft«t«JW**&l£l±. 0. 0 

[0032]Ti, Z r , N bfeitf Vtt. 

fc^fc<fcilo<0?r£*-&qfrS-et. L*»l,$n6«&, 
*<D-£Wft*<0. 2wt.Z£jg*tfc©tt*<&Wt. ft 
ot, Ti s Zr, NbfcJtfVfrfefctBfrfcjfcWf 
4-&< fc t im7vm*ttiS-ttb&&Mt^ -eoiJE 
ffi£0. 2wt.Xi:f6. -e^SWMtfO. 00 5 

(ctt. 0. 0 0 5wt.X&±k-r&Zktfft£l\ / \ 
[0033]Cr, Cu, Ni, Mo, WhXl/Bi^ 

®(?>%i&zm#>&mmix^&. ai->t, ^taj 
tx . ±iawgf*>4>stf fi^^< fc t> 1 -xrfm*<% so 
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WStft. U&»L*#fc. Cr&*rS*<3wt.Z£j8;c.t 
fc. Jt«tt*$J:tfWtt*9MI:U Cu^ti^l. 5w 

U Ni, Mofc±lttV0)#-£:£fiaU. Swt.ZSriS*. 

*fcfl^jfcp*ftiu *LT. B£WS#0. 00 5 

ie<op*>'oS{ffi^^< fc i) i ocotc^^^?^!, 
m%<?x&jm<r>±.mm , cr«t3nt.jL cu«i. 5 

wtX Ni, Mo, Wc?)«./?{il. 5wt.Z. B120. 0 
0 5wt.Zkf*. **5. J3E*?r*#"e<0*&ll*?&83 
MbtJ*xnH£ U^TKffifcL C r , C u , N i , M 
o, W<D#**<0. 0 3wtX B#0. OOOlwt.ZT 

[0 034] Ca. MgfcJ:lXREM(i, Sfc&t^>V> 

*i*4«$:< fc i> 1 o<07Cfi?$-t*r $€t . L*> 
4,. CafcJ:tfMg<9£#*##*0. Olwt.ZSriS 
REM<D£-£M#0. lwt.ZS:ieiSi:. ilOSStt 

l-OC7)7Cfg^^W§-t!-S^^#7CSW±|i8ffi$-. Ca 
fcit/MgiiO. Olwt.ZfcU REMtiO. lwt.Zt 
tb. ±I»7^*^**SH*3 
»*L^TP8ffl{i0. 0 00 5wt.%f^S. 

[0035] ^rjsw^^pfcitxsji, mnsBUz 
*ttibm&<om*>Ptto. oswt.mT. s«o. 

0 3wt.%WTOHPS5ai.. W»Lfc*»&, PfccttXS 

{i, PliO. 0 2wt.%OT. S<i0. 0 lwt.mTfct 
l»iJ:* { *f*tv\ ^(c, S4S-0. 005wt.%OTt 

[ o o 3 6 ] «(c. ^ mpmmmmnmmiimiz^ 

tf 4 L VVfHRiftKIJ. 6 0 0-1 30 OXmsmprCti 

b. i>m&&tf6oo'c*ffiX'\t. mkm+ftx-b*) 

Is-V-Z-ACOmilzm-bfL&ifi&klZtcb . - 

-n. : mi&mtfi3oo'c£Mixm<%bt. u— r 
mftixmmmmmb&%. gmmvimm-b. 

«rfc, j§^a5^B«*i& 2 0 0 p p mOTtfibty)^ 
tt. ^SjSI: 1 0 0 O'CWTtctJRBtSd t*<»4 L 

[0037] ±JB<0«t ^ t LT^$^, 1 ttft 1 0 

ttixztitmitixmtb. xmtvvra 
-)VAi,z£^xm%£hiiixtz*>vi>m<mm: ist 
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[00 38] ZrtXolzlX. V— f-b'-A3^J:'9 

[00 39 J 5:13. ^*c7)«Sj§gmcO®tl^(CJi, 

fci*«««t^flStiWr<T**tf»tT»<, 77 20 
[0040] SHSjWRT LT . * 

Mr*, tfc^x,. «o*#ajs^ mmizxnx 

[ 0 0 4 1 ] L«H*itt«^Ctt. Witt** 

liSfES£Mfc3£S6t;:*$Vvc. Ac3 + 2 0*C~1 000 



-194998 



1 0 



izttixmm*MLxi>x\\ zwa&t* mz%t> 

Acs + 2 or fc U ^UWi*-*-?** MSfitttf 
fi*ffcL&ui ooo-ct-ra. 

[0 04 2]«WUmSL*ra«W-*£fc, 5fc*SS 
imimmn^meizX"). a C3 + 2 0X>~:looo , c 
n&BBm&mi. fcav-y7fc:fcvvc, *», s 

Ji3 Ot/se c . fiLtfc U +#(C«l&<0Aofc«« 

***. &m±m$4oo^mzth>mtft> 

t0 04 3]«JWia, *2JMiO«!S«8fc:t»Vvc 
fBfltSIiUi, lOOX^AciWfflg&fflT-fr&d. 
**St«BI66*l OOTSMtCMU «SSW6*6 t -Hi > 
W#<atL=5rV^ fcfc. 3 0 0~4 0 QXXiWRfWfiUt 
X'<m LZfiob Met I fc*>, JJKRHrt *>»»i» 
<itf)fc*&. *&SUhl»aiBiAcii:**a«. titi 

j*tf>B3ctt7 6orab*. 

[0044] 

[nsg^j] at, ztimt* mmizm^xmm 
t mzmmth .mmxvm tz&t*Mwemft 

att&mfflS&GtW (OT, ) 
[0045] 

[111] 
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[0048] ^lfc*-f*^«No. l~No. 5. 
No. 12, No. 1 7, ^2K5jrf#?SHJfHNo. 2 
1-No. 2 8 frffiffl U *%^c7)^ffit J; i)«4 fcij* 

tiWimiimmi. rfKLT. flg7 6. 3mm 

[0049] 
[$41 
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600-1 300 "C 




5 k w 




1 - 4 m/# 



[00 50] 



[*5] 





Ac. +20t- 1 0 0 0"C 




3 0- 1 5 0 X./ s e c 




4 0 0 "CHUT 




500~760*C 



10 



C00 51]#?6BJ!|SNo. l~No. 5*^=5rS*^ 
m. 950'C. MM LiaS 650'C) ZMlt:®£cD. ®® 

<±mmmizm,. qtbs (ma^s 950-0. & 

»&S50'C/sec) SriSl*:i§-&<7), jgJggBO vTrsKft 
WRhfrtciolZ. ftai>£Jg#3 O'C/s e cJJLhT', 

[00523 *illlNo. 1-No. 5£<$fflL,# 

&8^«fcoTS^UJf8l8 , f£*fU QT*!UI(& 
MLiSJg 650-C. &amg50'C/sec) SrJfiL^^-Cfc 30 
<tl>, ®>m<r> vT ts £, &Ata&gfc<»H;:fcVvC 

mtz£z,a,-&Mi. j&Mi&mi o o coito »t 

[00 53] #&0JJS3No. 21-No. 26£ffiffl 
£L»UI£i£U:i§£Ki3{t6, W®%<7) vT rs $r. JP 40 

-mna&iz^ uas#i o o owxvnt 
It vTrslifivv &£&£>uag#i ooo-c 

fc<9il(i, MI^^LiaS^l OOO-CWTW^hlsl 

[00 54] WJflNo. 9~No. 11, N 
o. 13~No. 16, No. 18~No. 20, N 
o. 2 9, No. 3 0, fcitf, JtK^No. 3 l-N 

o. 3 8£, $mmx'%2.®Miz£iommL. 50 kg 50 
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[00 5 5] £*lS>*H yd-y hSrl 2 0 0"C 

fciWSU «J?5 0mmt^E®L-C^«i:U^, 
£&Lfc. 2tef&^$*^ 5 0 x 1 5 0 X 4 0 Omm 
0&&{D9tt:U iDSliaSl 2 0 0-C, fflER7S*8 
2 1 2mmiX'EEmLti. fflERTSfttS 

*h*7V-T, ^SiaJS^l O'C/sec. T-5 5 0 

•c£-e&»u:&, 7*>5 5o°ccM£;h.T^&mm 
m<D$mmt : s$.j.u-hLfzi>cox'b2>. 

[0056] ma&&Vttffl%tvfc.MBfri9 s 6 x 3 5 X 
lOOOmm^sSSW-^OajL, mg&i'S^- 

9izmmimt'm- <t ? c. ho-^ 1 ok,* 9 

2fcOiiiS&S^9£j*92 ! A, fflSttl»^90Xyv 

m?y??vi--y72frt>mztLZ>mm.mx'? 
ismamzimmzu— f-t*-A3#, m9<r>m 

[0057] WJMOTIiTROil OTfc 0 , &AiX, & 

fc. 1 4 0- 1 5 0 P P ratfcofc. 

IDSilJK :700'C, 

: 1 0 m/m in., 
■a-yfth+v'Tii'hrtS&M}: 200 kw, 
V— f-ftj) :5kw, 
^(iB-C'<0 t'-A@ : 0 . 5mm. 

[00583 mifzmxmimm'smm 

frt>. 5mmtc0v"V^e-frSIS^T-$r«KL. 
»Tr. m*J:l«2(3SW:*JWi«I*fc 

ft»M**a&tU:fc *<0«IM>IB6tt8J:tf 1/-*- 

CvC^Lfc«8^«*»S«>Htt ( «Trs) £H 

Cia$-TfEt<J:-5'CfF«t«6^-r. 
[00593 SBittil : »EP*«tL^ 

: ]s-v-mm&mzwtm®m*><oti 
■. u-y-mm®t$tzm{vmm< , n 

©!tt^ : J§«S?C7) v Tr„#- 3 OrOTO^, 
©HtTO : $88150 »Tr=*i- 3 0*C5:@X^^. 
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[00 6 1 ] mfrbtyhfrKcXolZ. JtlKMNo. 3 
1. No. 33, No. 34fcJ:f : 'No. 38(i. 

«£+ihLfc. JtWHNo. 32. No. 35-No. 

fc. SttffiO vTtal±-3 0'C£i@;i*llT-£>->£. £ 

[0062] £*lfc»U *W«iNo. 1-No. 
5. No. 9~No. 2 7ti. fftibMtolBatt&J: 

2 8-N o . 3 o (i. m^.mmzmm^wm.m¥^i 
[ o o 6 3 ] * fc. x^x-mmmmmizmttz® 

o o*c?>%££- 3 o*cuitt-*> o . m#>x&mm$. 

[0064] »ftfiMc** ! fl:^LWl**Lfc« 

» Tr . i^Rjaft* 1 900 xjwe^T t. - 2 o -ca 



K [00653 *l«W)«6WINo. ll-N 
o. 12. No. 14~No. 15. No. 1 743 
No. 19<±. 0fJ»OCa*Jj:tf/*fcttMg££q& 

i/o**)?, bh i c (*gftjBM*u &&xvms 

SCCtt(«flSft«*)it«Wi) ttiJlitV*. 
30 [00663 

Loo. $«gpoig&*a^&< . **>«*Wtta** 

ffl. 54 v>m rmmt ix$m<r>®%mi)me>ti 

40 [iai j z^m^mm-ttz^cnm^m-m^ 

i 0 2 3 0 1 <da - A«KttBrc& s . 

[03 3 ivaaeisrifefcj: ossjSL^ms 

[04 3 *wmmzx vw&iKwmsvymm. 

b vT ra tcOW^S:^-r0T'S>l>. 

[053 *m&mzm&QTmft<r)'&ismLt® 
[06j xmtmizisv&QTmmfmkLm.t 

5S50 j«SW» vTr.fc«)H»tSrtBI"e**. 
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[07 ] ^mmmx/mm^mi. xmttimz 
x mmuc®mm<r>QTws.mzm&®*jxm. 

[09 3 wmm^i^-mmtTik-mmmmx' 
hi. 

i *«* 
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3 1^-- (f-e-A 

6 ^ i aattii^i 

7 TK&r-y 

8 ^2igjg«J[|^S 

9 m 

10 ^KD-* 
10 11 X9AXu-)\> 
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